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CLAIMS 



(57) [Claim(s)] 

[Claim 1] In the manufacture approach of the window for vehicles of contacting the liquid glue for window 
anchoring in the opaque coloring layer on the rear face of periphery marginal of a window plate directly, and 
attaching it in it at the aperture opening panel of a vehicle It has the predetermined shape of front flesh-side 
both sides and periphery shapes of grinding wheel face, and meets in the direction of a periphery of the 
periphery edge of the transparent window plate (1) which formed the opaque coloring layer (5) in the rear face of 
a periphery edge by predetermined width of face along the direction of a periphery. To front flesh-side both 
sides to width of face narrower than the width of face of said coloring layer (5) The first adhesives layer (6), With 
the rear face of the location separated from the first adhesives layer (6) to the field core side of a window plate 
(1) within the limits of the width of face of said coloring layer (5), to the stowed position of stops (3) and the 
second adhesives layer (7) It forms in the location which each adhesives layer (6 7) was discontinuous, and was 
separated. Stops (3) and a window plate (1) It sets to a predetermined location so that the second adhesives 
layer (7) may counter with the base of stops (3) within an injection-molding mold (10 13). The KYABIDI space 
formed in the longitudinal direction along the periphery edge of a window plate (1) is injected and filled up with 
liquefied synthetic resin within an injection-molding mold (10 13). A frame part (2), The connection passage of 
the concave (1 1) formed in the mold face by the side of the rear face of a window plate (1) in some liquefied 
synthetic resin which forms this frame part (2) is minded. To said stops (3) While making it flow, embedding the 
periphery of the base of stops (3) at least and forming a wrap attaching part (4) and the connection section (8) 
in one continuously The frame part (2) and attaching part (4) except the connection section (8) are fixed to a 
window plate side in each adhesives layer (6 7). The manufacture approach of the window for vehicles 
characterized by removing the connection section (8) between a frame part (2) and an attaching part (4) from a 
window plate (1) after that, and making it expose said coloring layer (5). 



[Translation done.] 



* NOTICES * 

JPO and NCIPI are not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer. So the translation may not reflect the original precisely. 

2. **** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 

DETAILED DESCRIPTION 

[Detailed Description of the Invention] 

Field of the Invention This invention relates to the manufacture approach of the window for vehicles by which 
fixed wearing is carried out with adhesives liquefied to aperture opening of a car-body panel. 
Prior art As this kind of a window for vehicles, conventionally While making the stop hole which equipped with 
two or more stops the approach in a rear face of the window plate which fabricated the frame part in one to the 
periphery with synthetic resin, and prepared the stops in aperture opening of a car-body panel carry out 
insertion engagement What is attached in a car-body panel is known by fixing with the liquefied adhesives for 
window anchoring which intervene between a window plate rear face and a car-body panel (JP,63-49519,A). 
In order to manufacture the window which has the stops mentioned above, it is desirable, if a fastener and the 
attaching part which attaches other stops firmly are made both to follow shaping of a frame part, and 
coincidence and it can form in them using the same liquefied synthetic resin as the frame part fabricated to the 
periphery of a window plate. However, if the connection section is made to remain between a frame part and a 
fastener attaching part Since the viscosity of the liquefied adhesives E for window anchoring made to intervene 
between the body panels B of the rear face of the window plate W and aperture opening of a vehicle is 
comparatively high as shown in Fig. 1 1, Since Adhesives E turn to the base buttock part of the connection 
section J which becomes the form embedded into this ******** and it is hard to die, the minute clearance G 
remains from a frame part even succeeding a fastener attaching part. Those adhesives E serve also as a sealant, 
and when the storm sewage which flows into a rear-face side flows into a stops side through a frame part from 
the front-face side of the window plate W with which Clearance G remains between these adhesives E and the 
connection section J, they have the fault of advancing into an in-the-car side. 

If it fixes with **** with the adhesives which the connection section applies to the shaping part list of a frame 
part beforehand at the window plate rear face around the wearing part of stops although it is desirable if it 
removes after following a frame part list in the connection section mentioned above in order to cancel such fault 
at the attaching part of stops, and one and carrying out resin shaping, it is easily [ after shaping ] unremovable. 
Object of the Invention this invention can remove easily the connection section which continue they , and aim at 
offer the manufacture approach of the window for vehicles that seal nature with the good time of fix on the body 
panel of a car body with the liquefied adhesives for window anchoring be securable while it make the attaching 
part of stops follow a frame part list with injection molding at a frame part and one using liquefied synthetic resin 
and form it . 

The means for solving a technical problem In the manufacture approach of the window for vehicles concerning 
this invention It has the predetermined shape of front flesh-side both sides and periphery shapes of grinding 
wheel face, and meets in the direction of a periphery of the periphery edge of the transparent window plate 
which formed the opaque coloring layer in the rear face of a periphery edge by predetermined width of face along 
the direction of a periphery. To front flesh-side both sides to width of face narrower than the width of face of 
said coloring layer The first adhesives layer, With the rear face of the location separated from the first adhesives 
layer to the field core side of a window plate within the limits of the width of face of said coloring layer, to the 
stowed position of stops and the second adhesives layer It forms in the location which each adhesives layer was 
discontinuous and was separated. Stops and a window plate It sets to a predetermined location so that the 
second adhesives layer may counter with the base of stops within an injection-molding mold, and the KYABIDI 
space formed in the longitudinal direction along the periphery edge of a window plate is injected and filled up with 
liquefied synthetic resin within an injection-molding mold. A frame part, While making some liquefied synthetic 
resin which forms this frame part flow to said stops through the connection passage of the concave formed in 
the mold face by the side of the rear face of a window plate, embedding the periphery of the base of stops at 
least and forming a wrap attaching part and the connection section in one continuously The frame part and 
attaching part except the connection section are fixed to a window plate side in each adhesives layer. The 



connection section between a frame part and an attaching part is removed from a window plate after that, and it 
is made for said coloring layer to be exposed. 

Operation By the manufacture approach of this window for vehicles It not only can simplify a resin forming cycle, 
but [ since the attaching part for fixing a frame part and stops on a window plate is made to continue in the 
connection section and it forms in a frame part and coincidence, ] Although a frame part and an attaching part 
fix firmly in an adhesives layer on a window plate since the shaping part of an attaching part is made to become 
independent except for the shaping part of the connection section at the shaping part list of a frame part, 
respectively in the field of a window plate and the adhesives layer is formed beforehand By not fixing on a 
window plate, the connection section can be removed easily and can expose an opaque coloring layer. 
Example Hereafter, if it explains with reference to Fig. 1-10, it will be as follows. 

The window plate 1 which formed the opaque coloring layer 5 in the rear face of a periphery edge along the 
periphery by predetermined width by glass [ transparent as a suitable example ] or the same product made of 
synthetic resin as the manufacture approach of this window shown in Fig. 1 is used. While forming a frame part 2 
in the periphery in one with injection molding of synthetic resin By forming the attaching part 4 by which resin 
shaping of [ for fixing the stops 3, such as a fastener, at the rear face of the window plate 1 ] was carried out in 
the location separated from the frame part 2 to the field core side of the window plate 1 within the limits of the 
opaque coloring layer 5 It is applied to the car-body panel with these stops 3 and the adhesives for window 
attachment manufacturing the window which carries out fixed wearing. Although it is desirable that the flow 
resistance of injection resin applies little reaction injection molding (RIM shaping) for forming the attaching part 4 
for stops 3 in this frame part 2 list, the usual injection molding which uses the thermoplastic synthetic resin 
which replaced with this, was made to carry out heating softening depending on a configuration, and was made 
liquefied is also applicable. Moreover, the opaque coloring layer 5 which has width and area by printing an opaque 
paint film on the rear face of the periphery edge of the window plate 1 so that the wearing part of stops 3 may 
not be viewed from a front-face side by the shaping part list by the side of the rear face of a frame part 2 as 
mentioned above is formed beforehand. [ **** ] Furthermore, in the shaping part of a frame part 2, the 2nd 
adhesives layer 7 is discontinuous respectively at the rear face to the wearing schedule part of stops 3, the 1st 
adhesives layer 6 and a list are made to become independent to front flesh-side both sides with the same 
adhesives as the adhesives of the 1st adhesives layer, and it is formed in them of spreading. 

In addition, as shown in Fig. 1 , the stowed position of the stops 3 in the rear face of the window plate 1 is within 
the limits of the opaque coloring layer 5, therefore the 2nd adhesives layer 7 will also be formed within the limits 
of the opaque coloring layer 5 corresponding to the location of stops 3. As an example of the stops 3 with which 
the rear face of the window plate 1 is equipped, as shown in Fjg. 2 , it is tabular [ which are stopped on the car- 
body panel B of aperture opening of a car body / support-like clip section 3a and the approximate circle 
tabular ], and it is desirable to use the fastener which really fabricated substrate section 3c which has two or 
more through tube 3b and 3b — around the periphery edge with synthetic resin. Or connectors, such as a nut 
which connects a fastener and the window plate 1 , can also be attached. Moreover, as synthetic resin which 
forms the attaching part 4 for fixing stops 3 at the rear face of a window plate in this frame part 2 list with 
injection molding, thermosetting synthetic resin, such as thermoplastic synthetic resin, such as PVC, PVA, EVA, 
and an ionomer, and PU, can be used. In order to follow one and to form an attaching part 4 in the frame part 2 
list Injection restoration of the liquefied synthetic resin is carried out into KYABIDI space from the periphery 
side of the window plate 1 which forms a frame part 2 in an injection-molding mold. By making this synthetic 
resin flow to the wearing side of stops 3 through the connection passage of a concave 1 1, embed the periphery 
edge of substrate section 3c of stops 3, the wrap attaching part 4 is made to follow a frame part 2 through the 
connection section 8, and it forms in one. Since the 2nd adhesives layer 7 is beforehand formed in the part 
corresponding to the shaping part of a frame part 2 on the window plate 1 at the part corresponding to the 
shaping part of an attaching part 4 in the 1st adhesives layer 6, respectively at this time, it fixes on a frame part 
2, an attaching part, and the window plate 1. Since the adhesives layer is not formed in the rear face of the 
window plate 1 corresponding to the shaping part of the connection section 8, the rear face of the window plate 
1 is in the condition of not pasting up, and in order to make easy the process which does not fix and the 
connection section 8 mentions later and to remove, it is on the other hand, more desirable [ the connection 
section 8 ] than the thickness of a frame part 2 to fabricate in the shape of thin meat. 

In this resin injection molding, as shown in Fig, . 3 , substrate section 3c of stops 3 turns to the KYABIDI space 
side of the core mold 10, and stops 3 are beforehand ****(ed) in a predetermined location so that clip section 
3a may be inserted into the core mold 10. It is good to use what has the core 12 of the shape of a cylinder 
which carries out positioning **** of the stops 3 as what has the concave 1 1 which follows the KYABIDI space 
which forms the attaching part 4 for fixing stops 3 on a window plate from the KYABIDI space which forms a 
frame part 2 as this core mold 10 as connection passage used and shown in Fig. 4 . After attaching in the core 



mold 10 and ****(ing), as shown in Fig. 5 , the rear face of the window plate 1 carries out the core mold 10 in 
the direction to turn to, stops 3 lay it so that it may pile up with substrate section 3c of stops 3 and it may be 
put together, and as further shown in Fig. 6 , after mold clamp carrying out with the cavity mold 13, they are 
injected and filled up with liquefied synthetic resin from the edge side of the window plate 1 in the cavity space 
which forms a frame part 2. The liquefied synthetic resin with which it filled up in this cavity space for frame part 
formation By flowing in and filling up the cavity space in which the part forms the attaching part 4 for stops 3 
through the connection passage of a concave 1 1 from the cavity space which forms a frame part 2 A frame part 
2 and an attaching part fix on the window plate 1 by the adhesives layers 6 and 7 mentioned above while the 
frame part 2 and the attaching part 4 for stops 3 made it continue in the connection section 8 and were formed. 
What is necessary is to stiffen the liquefied synthetic resin with which cavity space was injected and filled up, 
and just to remove the connection section 8 from the rear face of the window plate 1, after carrying out the 
window plate 1 which continued and formed a frame part 2, an attaching part 4, and the connection section 8 in 
one mold outside and carrying out it. the ** which does not damage the opaque coloring layer 5 as shown in Fig. 
7 since the connection section 8 has not fixed with adhesives 6 and 7 in case [ this ] it removes — lengthening 
— ****** — ft j s easily removable with things, in addition — if the connection section 8 puts in a break by a 
cutter etc. — certain — lengthening — ****** — things are made. Thereby, a frame part 2 and an attaching 
part 4 are left in location, it dissociates discontinuously, and the opaque coloring layer 5 of the window plate 1 is 
exposed between a frame part 2 and an attaching part 4. 

Thus, since it is determined by the injection-molding mold, as shown in Fig. 8th [ the ] and 9, even if the 
manufactured window for vehicles attaches stops 3 in several places of the rear face of the window plate 1 , with 
a frame part 2, it maintains a simultaneous and exact location and, as for the location of a frame part 2 and an 
attaching part 4, can form the attaching part 4 holding stops. And since the connection section 8 is removed 
easily and the opaque coloring layer 5 of the rear face of the window plate 1 is exposed, while stopping as shown 
in Fig. 10 and carrying out attachment engagement of the clip section 3a of an ingredient 3 at the stop hole of 
the car-body panel B It can fix with **** on the car-body panel B of the window plate 1 with the liquefied 
adhesives E for window attachment located between a frame part 2 and an attaching part 4 while the rear face 
and the car-body panel B of the window plate 1. If a projection is prepared in an attaching part 4 at this time, it 
can also be used as positioning of the height direction when attaching this projection in the car-body panel B. In 
addition, since the connection section 8 did not exist but the liquefied adhesives E for window attachment are 
directly in contact with the rear face of the window plate 1 in the rear face of the window plate 1 so that clearly 
from Fig. 10, between the rear face of the window plate 1, and Adhesives E, a clearance which was stated in the 
column of the conventional technique does not remain. Therefore, even if storm sewage etc. enters from 
between a frame part 2 and the car-body panels B, it is intercepted with the adhesives E which are located in a 
periphery side and function as adhesion-cum-a sealant rather than stops 3, and does not advance into the stop 
hole side of the car-body panel B. 

effect of the invention while according to the manufacture approach of the window for vehicles which start this 
invention like the above being able to form a frame part and stops in an exact location since the connection 
section be easily removable after make a window plate continue in the connection section and form a frame part 
and the attaching part holding stops in it , in case it be use attach in a car body panel , seal nature can be keep 
good and it can fix firmly on a car body panel . 
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DESCRIPTION OF DRAWINGS 
[Brief Description of the Drawings] 

The partial perspective view by the side of the rear face in the condition that Fig. 1 carried out resin shaping of 
the attaching part of stops by the approach concerning this invention in the frame part list at the window plate, 
The perspective view showing an example of the stops for which Fig. 2 is used by this approach, the fragmentary 
sectional view in the condition that Fig. 3 ****(ed) stops in the injection-molding mold used by this approach, 
The A-A line cross section [ in / in Fig. 4 / Fig. 3 ], the explanatory view of the process to which Fig. 5-7 
carries out injection molding of the attaching part holding stops to a frame part list by this approach, The rear- 
face Fig. of the window for vehicles which Fig. 8 manufactured by this approach, a B-B line sectional view [ in / 
' n Fig. 9 / Fi g. 8 ], the explanatory view showing [ 10 ] the attachment condition of the window for the said 
vehicles, and Fig. 1 1 are explanatory views showing the technical problem which this invention tends to solve. 
1: 10 A window plate, 2:frame part, 3:stops, 4:attaching part, 5:coloring layer, 6, 7:adhesives layers, 8:connection 
section, 13 : injection-molding mold. 
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DRAWINGS 
[ Fig. 1 ] 
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[ Fig. 5 ] 
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[ Fig. 6 ] 
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